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The Capstan and Turret Lathes

surface finish of the work considerably because they have a burnishing
action. Two examples of " box tools " are shown in Figs. 174 and 175.
In the former the fingers A provide the steady and are held in a dovetail
slot in the body of the holder, being locked
by set screws B. The contact between
the steady and the work is thus a sliding
one. In the tool shown in Fig. 175 the
steady takes the form of two rollers.
Both holders are shown with tangential
tools and both have a simple form of
adjustment to enable the tool to be set
to size. The steadies are generally ad-
justed so that they just follow the cutting
tool, but when a bar has been turned with
one tool and then has to be reduced in diameter for a portion of its length
with another tool the steady for the latter may be adjusted to bear on the
larger diameter just ahead of the cutting tool; this helps to ensure the
concentricity of the two portions of the bar. Box tools adapted to cam-
two or three cutting tools in series, each to cut a different diameter,
are commonly used when large batches of work are being put through,
but for small batches separate single cutter tools would be used because
they could be set up in a much shorter time.

The Die-Head. The die-head is the standard tool for cutting screw-
threads in capstan, turret, and auto lathes and is made in several forms,
all of which, however, are
similar in principle. A
typical example is shown
in Fig. 176. It consists
essentially of a cylindrical
body A, having four slots
in which the chasers B are
free to slide ; surrounding
this body is a cam-ring C
whose cam surfaces bear
on the outer ends of the
chasers B. At their back
ends the chasers have slots
that engage spiral ribs
machined on the end of
the cam-ring member. The
latter thus controls the
inwards and outwards position of the chasers. On turning the cam-
ring round so as to close the chasers into the cutting position a pawl
eogages a tooth and holds the cam-ring in position. The pawl can be
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